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® Method of producing a swim fin. 



® A method of producing a swim fin comprising a 
shoe portion (101) made of a first. comparativeHy 
supple, moldable material; 

a blade portion (201) made of a second compara- 
tively stiff material; said blade portion (201) and said 
shoe portion (101) being connected together In a 
stable manner by molding in a mold said -shoe 
portion (101) on said blade portion (201), character- 
ized in that said blade portion (201) Is provided with 
at least one longitudinally extending deformable 
membrane fike element (202), and by the fact that 
the method comprises the steps of: 

a) fonDing at least one longitudinaJ slH (401) 

^Into said blade portion (201), extending from the the 
free fore end (501).of said blade portion (201) up to 

coin proximity of the root end (601) of said blade 

gportion (201); -ir-^fTni"-:. . - • 

mr~.u e^oove (7) or channel • • 

gin the said blade portion (201). and/or the mold 
^associated with sald.blade portion (201), extending' 
^from said shoe- portion (101) up to said slit (401), 

Qj c) allowing, concurrently' with the molding op. 
lUeration of said shoe portion.Jhe4low (iqt) pf 



the said membrane-like element (202). 




T\x^ moldable material Into said ^\\\:^ (401) to form 
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0 Method of producing a swim fin. 



®" A method of producing a swim fin comprising a 
- shoe portion made of a' first, comparatlvelly supple, 
moldable material: 

a blade portion made.of a second comparatively stiff 
material; said blade portion and said shoe portion 
being connected together in a stable manner by 
molding In a mold said shoe portion on said blade 
portion, characterized in that said blade portion is 
• . provided with at least one longitudinally extending 
deformable membrane Hke element, and by the fact 
that the method comprises the steps of: 
. . .. ^Monnjng^ at. least one longitudinal slit Into 
said blade, portion, extending from the the free fore 
end of said, blade portion up to in proximity of the 
. root end of said blade portion; 

3; b) forming at ieast one groove or channel In 
the said blade" portion andfer the mold ass dated 
CO with said blade portion, extending from said shoe 
03 portion up to said slit and 

c) allowing, concurrently with the molding op- 
COeratlon of said. shoe portion, the flow of said first 
O moldable mateHal Into said slits to form the said 
*^membrane-nke element ' * * 
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Method of producing a swim fin 



The present application is divided out from 
application Serial number 85104869.4-2311 filed 
April 22nd, 1985, and Is directed to a method of 
producing swim fins, and more particularly to the s 
fins of the kind In which the fluid jet or fluid flow 
produced during the propulsive swimming step Is 
directed and conveyed In the active propulsion 
direction. 

From FR-A-2 506 612 there Is known a swim w 
fin comprising a shoe portion and a blade portion 
connected at Its root end to said shoe portion, 
wherein said fin comprises at least in the central 
region of said blade portion a dynamically defer- 
mable self-shaping section giving rise to a fluid is 
flow conveying canal which is self-shaped in op- 
position to each swimming stroke, so that the. said 
canal is automatically inverted by inverting the 
swimming stroke so as to extert Its fluid flow con- 
veying action during both swimming strokes. 20 

From US-A-3 411 165 there Is known a swim 
fin the blade of which comprises substantially in- 
flexible fonnrard extending ribs and a nonstretched 
bellied web the marginal portions of which are 
secured to the said ribs by using rubber adhesion 25 
techniques. 

From FR-A.-2 213 072 there is known a swim 
fin comprising all the features defined In the pre- 
amble of- claim 1 of my co-pending application 
number 65104869.4-231 1 . 30 

In my co-pending application number 
^ 85104869,4-231 1 a method Is claimed of producing' 
a swim fin comprising a shoe portion made of a 
first moldable material; a blade portion made of a 
second comparatively stiff material said blade por- os 
tion and said shoe portion being connected to* 
gether In a stable manner by molding In a rhold 
said shoe portion on said blade portion, character- 
ized In that said blade portion Is provided with 
transversely bowed, longitudinally extending, mem- 40 
brane like elements, and by the fact that the meth* 
od comprises the steps of: 

a) forming two longitudinal slits into said 
blade' portion, extending from the free fore 'end of 

said blade port/on up to In proximity of the root end 4S 
of said blade portion; 

b) fonning at least one groove or channel In 
the said t)lade portion, and/or on the mold asso* 
dated with said blade portion, extending from said 
shoe portion up to said- slits, and so 

c) all wing, concurrently with th molding 
operation of said shoe portion, the flow f said first 
moldable material into said slits to form the said i 
membrane-like elements. ^ 



It Is the object of the present invention a meth- 
od of producing a swim fin comprising all the 
features defined In the preamble of claim 1 of my 
above mentioned co-pending application. In com- 
bination with the features mentioned at points (b) 
and (c) of said claim t, characterized by the fact 
that the blade portion of the fin Is provided with an 
odd number of slits ranging from one central silt to 
three slits. 

Further objects, features and advantages of the 
fin according to the invention will be evident from 
the following description of some preferred em- 
bodiments of the invention, made with reference to 
the annexed drawings. In which: 

Figure 1 is a perspective view of a fin ac- 
cording to one embodiment of the invention, and 

Figure 2 is a particular in enlarged scale in 
cross section along line 11-11. of the fin shown in 
Rgure 1 

With reference to the drawing, the numeral 1 
generally denotes the fin according to the inven- 
tion. 

The said fin comprises, in a manner per se 
known, a shoe portion 101. a blade portion, shown 
generally by reference humeral 201, and two side 
ribs 301 for stiffening the blade 201. According to 
the irfvention. the blade 201 is sldewise provided 
with longitudinal silts' 401 extending in a direction 
substantially parallel to the side ribs 301, from the 
free edge 501 of the blade up to In proximity of the 
root portion 601 of the blade 201. 

The apex of the silts 401 formed In the blade 
201, made of a comparatively stiff material, is con- 
nected to the outenrtost end of the root portion 601 
of the blade by means for Instance of grooves 7. ; 
formed In the said root portion 601 of the 'blaSe ; 
during the molding operation of the blade ^lseifr^.Tp^^^. 

• During the following molding step Vf. fee shoef^ ^^ :-- 
^ portion of the fin, which Is made of .a more..syp^^ 
' and flexible material, and for Insta'nw'oY ^ermt^^^} 
plastic rubber, the thermoplastlcirubber fs^^]^^ 
to flow through ^sald grooves 7,' In fonri' of^'toM ^ ^^v^. 
ribbon' I07,.up to the Interior of the slits 4?J['S?2^^kl/ 
completely said slits and thus Arming tjje'^B^ 
brane fike portions 202, which ^iJ^S^^\il!i^J?^^^''- 
perfectly welded to the remaining l^ortionsjof/the?^^ 
fin blade:*' ' ^'"'S^^^^ 

Of course the grooves 7*may^be^ forme^^ ^ 

stead of on the fin blade, on the moirsurfacgs,j) ^^g^^ V^^ 
on both said elements. Moreoverr'althougK'; the<>*?-^^'*' 
membrane portions 202 have been shown as hav-^ .^ \ 
Ing a thickness which Is substantially equal, to the^- 
thlckness of the blade portion of the fin, they may-- ' 
be made obviously less thick than the blade portion * . 



